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. Work Order ID 86255 


Page 1 


June 25, 2012 10:40:43 AM 
Item ID: D3041-1 Accept *NO000401 DS Setup Start *NS1 k 
Revision ID: N 1 
Item Name: Clamp Stop % N QI* 
_ Start Date: 6/25/12 Start Qty: 50.00 *RQ)* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 50.00 *5(* Customer: 
Reference: 
| I s -— RC AEE Run Start *N R 1 * 
Approvals: Process Plan: — LU Date: IS) /0G /Q STooling: aaa 2 Date: 
Stop 
: ; : I * * 
QC: > “e SQ _ Date SPC (Y/N) Date _ N RI 
Sequence ID/ — Operation — Set Ups Tool ID Tool# Plan Accept Reject Reject Insp. — 
Work Center ID Bescriptic à Run Hours Code Qty Qty Number Stamp 
! Draw Nbr Revision Nbr i 
| D3041 Rev C | 
100 0.00 I m 
BAND SAW 
nn* (Z iaisulss 
Bands Memo 0.00 
Jeaspa Bandsaw _Cut-D2423 Extrusion 250" Tong 
CAE) ile 
0.00 | 
VERTICAL MACHINING #1 ie 
/ © 
ii 1 Id GRS _ 
folio FA153 å ` | O 
slark P/0 kO moe. Qos 


Quality Control 


FOLIO REV: 


MaaniAg CO pea clus Daor RED: 


QC2- Inspect parts off machine FAI/FAIB 0.00 


OOA + Aabø Ju Carat Lam cea 0 
attrærned cs C +o w/o 


førre 


k a LT 


Dart Aerospace Ltd 


DATE | STEP 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO RevE 


WORK ORDER CHANGES | 


| PROCEDURE CHANGE 


Fault Category: 


Disposition: 


Corrective Action 


NCR: Yes No DOA: _ 
QA: NIC Closed: 


Section B 


Chief Eng / 
Prod Mgr 


Approval 


Work Order ID 86255 *Q69 E La Page 2 


June 25, 2012 10:40:43 AM 


Item ID: D3041-1 een * Nonnnan 1 nn* Setup Start * N S 4 * 


Revision ID: 


Item Name: Clamp nu N S 2 N 
Start Date:  6/25/12 Start Qty: 50.00 *RQ)* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 50.00 *BQ* Customer: 
Reference: 
G ed S Run Start + * 
Approvals: Process Plan: Date: Tooling: ME Date: _ : N R 1 
Ñ Sto 

QC: _ i Date: _—_—_—_— < _ SPC (Y/N): o Date, 2 —ć Ćć Pox N R 2 * 
Sequence ID Operation E ii Set Up/ Fool ID Tool# Plan — Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
130 Q nspect parts - second check 0.00 
*120* G da GD WM amok 
QC Memo 0.00 


Quality Control 


140 Chemical Conversion Coat per QSI005 4.1 0.00 


*140* | Ñ D K 2.79 


Memo 


Hand Finishing 


150 Re Inspect part completeness to step on W/O 0.00 LL > 7- 9 
*45N* 29 < £ Th? 
QC 


Memo 0.00 


Quality Control 


Dart r, Ltd 
| W/O: ( 1755 |Q WORK ORDER CHANGES 


| DATE | STEP PROCEDURE CHANGE 


Ç 
ZZ \C 2.03 


: Jul] DONE par #: Fault Category: NCR: Yes No DQA: _ _ Date: 


Approval 
I Chief Eng / Approval 
Prod Mar QC Inspector 


O 
€“ ert 
ar Disposition: QA: N/C Closed: Date: 

WORK ORDER NON-CONFORMANCE (NCR) 


are | sr Des oe | on of NC Corrective Action Section B Approval | 
et A BE Chief Eng QC Inspector 


Chief BE 


NOTE: Date & initial all entries 


H:\fFORMS\Quality Assurance\approved QA\NCRWO Reve 


, 
E 


Work Order ID 86255 
June 25, 2012 10:40:43 AM 


Page 3 


+RADAS* 


Item ID: D3041-1 Accept * N ONNNAN 4 DX Setup Start * N Q 1 * 
Revision ID: ° ` 
Item Name: Clamp Stop * N Q 2 + 
Start Date: 6/25/12 Start Qty: 50.00 *5H0* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 50.00 SEX Customer: 
Reference: 
Run Start * * 
Approvals: Process Plan: Date: Tooling: Date: N R 1 
Sto 

QC: Date: SPC (Y/N): Date: Pox N R 9 * 
Sequence ID/ Operation Set Up/ Tool ID Tool# Plan — Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 


*1AN* 


Powdercoat Memo 


160 White Gloss(Ref:4.3.5.1) per QSI005 4.3-Alum 0.00 
0.00 KG 
Mask inside of 0.8120" dia! 


ML 
V7 


Powder Coating ter hol Z 
START TIME: - À 2 (T 
OVEN TEMPERATURE: J J 
WA V l u FINISH TIME: 
| 77350 
170 QC3- Inspect Part Finish 0.00 
*470* Só LL BPF 
QC Memo 0.00 | 
Quality Control 
180 0.00 z 
*4 ans Small Fab ZD Z == 12:07 ll 
Small Fab Memo 0.00 ⁄ | 
Small Fab 1- Press D2611 bearing into lug as per Dwg D304 


2- Stake bearing into place as per Dwg D3041 


Dart Aerospace Ltd 


WORK ORDER CHANGES | 


| | 
š roval 

DATE | STEP PROCEDURE CHANGE piste Approval 

nspector 


Part No: PAR #: Fault Category: NCR: Yes No DOA: Date: 


Resolution: Disposition: QA: N/C Closed: Date: 


Corrective Action Section B 


Initial Action Description Sign & 
Chief Eng Chief Eng Date 


NOTE: Date & initial all entries 


H:VFORMS\Quality Assurancelapproved QANCRWO RevE 


Work Order ID 86255 


June 25, 2012 10:40:43 AM 


*RA2RA* 


Page 4 


Accept 


*Nonnn4n4nn* 


Setup Start 


*NS1* 
*NS2* 


Stop 


Run Start 


*NR1* 
*NR2* 


Stop 


Item ID: D3041-1 
Revision ID: 
Item Name: Clamp 
Start Date: 6/25/12 Start Qty: 50.00 *5(* Cust Item ID: 
Required Date: 7/06/12 Req'd Qty: 50.00 *BRQ* Customer: 
Reference: 
Approvals: Process Plan: Date: Tooling: Date: 
ac: Date: _ SPC (Y/N): Date: _ 
Sequence ID/ ` ~ Operation 7 Set Up/ © ToolID Tool# Flan 
Work Center iD Description Run Hours Code 
190 QCS- Inspect part completeness to step on W/O 0.00 , OAS NCS 
*4Qn* AG 
QC Memo 0.00 88 


Quality Control 


£ 


200 


*2N0* 


Packaging 
Packaging 


210 
*91N* 
QC 


Quality Control 


Identify as per dwg & Stock Location ST Cp >) 


Memo 


QC21- Final Inspection - Work Order Release 


Memo 


0.00 


0.00 


0.00 


Accept i Reject 


Qty 


å 


(C 


Reject Insp. 
Qty Number Stamp 


© 


_Picklist Print 
June 25, 2012 10:40:43 AM 


Page 1 
—— 


Work Order ID: 86255 
Parent Item: D3041-1 
Parent Item Name: Clamp 


Comments: IPP RevA: as per revC1 DD verified by:EC 


Start Date: 6/25/12 
Start Qty: 50.00 


Required Date: 7/06/12 
Required Qty: 50.00 


Unit of 


Component Item ID/ Replacement Mfg/ Bin Primary Last Route Qtyon Qty per Kit Total Qty Date Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D2423 Manufactured No 180 f  462.0150 0083  4.3842105 
Lug Extrusion ART Lel a. 
Location Loc Qty Loc Code 
MAT006 462.015 
43722 161.5 
68331 2° 3506 JET 
81557 256.6644 | 4.90 f 
D2611 Manufactured No 100 Each 89.0000 1 50 = l 
Bearing 50 ] L (2 07 HH 
Location Loc Qty Loc Code : 
saz GLE y 89 50 
79867 29. 
84057 40° 
84434 20. 


D Sal 


x 50 


Dart Aerospace Ltd 


WORK ORDER CHANGES 


DATE | STEP PROCEDURE CHANGE 


Part No: PAR #: Fault Category: NCR: Yes No DQA: _ _ 


Resolution: Disposition: QA: N/C Closed: 


Corrective Action Section B 


-H:FFORMS\Quality Assurance\approved QA\NCRWO RevE 


Approval 
Chief Eng / 
Prod Mgr 


Approval 
QC Inspector 


1.19 
(DIST TO 
R0.063 TANGENT) 


R0.500 


R0.750 


ENGRAVE P/N TO DEPTH 
OF 0.010+0.005 IN THIS 
LOCATION WITH TOOL 
TIP RAD OF 0.015+0.005 


STAKE BEARING 
{a PLACES 
(EACH SIDE) 


PRESS FIT 
D2611 BEARING 
AFTER POWDER 
COAT 


D3041-1 CLAMP 


D3041-1 CLAMP 
(SHOWN) OR 
D3041-3 CLAMP 


NOTES: 

1) MATERIAL: MANUFACTURE FROM D2423 EXTRUSION 

2) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QSI 005 4.3 

3) TOLERANCES ARE PER DART QSI 018 UNLESS OTHERWISE NOTED 

4) ALL DIMENSIONS ARE iN INCHES UNLESS OTHERWISE NOTED 

5) BREAK ALL SHARP CORNERS 0.010 TO 0.020 

6) STAKE 02611 BEARING AFTER POWDER COAT 

7) PART IS SYMMETRIC ABOUT Ç 


2.633 
(REF) 


ENGRAVE P/N TO DEPTH 
OF 0.010+0.005 IN THIS 
LOCATION WITH TOOL 
TIP RAD OF 0.015+0,005 


RO.562 


RELEASED 


DEO ATTACHED cour — 


D3041-3 CLAMP 
(SAME AS D3041-1 
EXCEPT AS SHOWN) 


CHANGED BEARING HOLE TOLERANCE 


06.06.05 CHG TO RND END DETAIL, 0.063 WAS 
das 0.032, ADD TOL. & 03041-5/-7 


010628 | NEWISSUE 
EV DESCRIPTION 
DRAWN BY DART AEROSPACE USA, INC. 
CB PORT HADLOCK, WA 
APPROVED, | DRAWING NO. 


COPYRIGHT © 2001 BY DART AEROSPACE USA, INC. 
THIS DOCUMENT 13 PRIVATE AND CONFIDENTIAL AND tS SUPPLIED ON THE EXPRESS CONDITION THAT [T $S NOT TO BE USED FOR ANY PURPOSE 
OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT WRITTEN PERMISSION FROM DART AEROSPACE USA, INC. 


DRAWING NO. « 
D3041 


; HA 
L EU 
pp? Le — Q SSS Joe 04.083 


ADD FILLETS TO -1/-3/-5/-7 PER SECTIONS A-A AND B-B TO PREVENT CHAFING OF RUBBER CUSHIONS AS SHOWN: 


HI 
U 


D3041-1 CLAMP 
D3041-3 CLAMP 


FILLET EDGE FILLET EDGE 
PER SECTION PER SECTION 


A-A 


B-B 


D3041-5 CLAMP 
D3041-7 CLAMP 


NN R0.060 MIN - RO.10 MAX 
2PL 


SECTION A-A 
SCALE 2X 


SECTION B-B 
SCALE 2X 


COPYRIGHT © 2009 BY DART AEROSPACE LTD 
THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL AND IS SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 
NOT TO BE USED FOR ANY PURPOSE OR COPIED OR COMMUNICATED TO ANY OTHER PERSON WITHOUT 
WRITTEN PERMISSION FROM DART AEROSPACE LTD 


SEE PAR 122 FOR FURTHER DETAILS 


20 Terry Fox Drive 
Vankleek Hill, Ontario KOB 1RO , Canada 
Tel: (613) 678-3957 
Fax: (613) 67283956 


Dart Aerospace Ltd. 


Att. Linda Lacelle 
1270 Aberdeen Street 
Hawkesbury, Ontario K6A 1K7 


D3041-1 Clamp 


The delivered goods must be inspected upon receipt to confirm compliance. 


Should there be discrepancies please notify METEC within 30 days of delivery. 


The goods are otherwise deemed accepted. 


Received by , — l UU D. 


Delivery Slip No.: 
Date: Jun 29, 2012 
Page: 1 


Dart Aerospace Ltd. 

Att. Linda Lacelle 

1270 Aberdeen Street 
Hawkesbury, Ontario K6A 1K7 


Order No.: 17290 Sold By: Dewar, Eric 
Shipped By: Ship Date: Jul 04, 2012 


: | Backorder 
~F quantity 


20 Terry Fox Drive, Vankleek Hill, Ontario KOB 1RO 


Tel. (613) 678-3957 & (613) 678-2782 Fax (613) 678-3956 metec@metec.ca 


CERTIFICATE OF CONFORMITY 


SOLD TO: SHIPPED TO: 
— Dart Aerospace Ltd. 
1270 Aberdeen Street same 
Hawkesbury, Ont. 
K6A 1K7 
QUANTITY PART NUMBER PART NAME 
50 D3041-1 Clamp 


MATERIAL: supplied by DART B81557 


Re 


P.O. NUMBER 


17290 


We hereby certify that the above parts were made in conformance with applicable drawings. 


METEC Metal Technology Inc. 


Jan Norris 


Vankleek Hill, July 4, 2012 


